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Description
Technical Field

[0001] The present invention relates to a pneumatic tire provided with a partial tie rubber layer disposed in a limited
manner at a portion between a carcass layer and an innerliner layer and a method of manufacturing the same, and
particularly relates to a pneumatic tire and a method of manufacturing the same that can prevent vulcanization defects,
which are a concern when employing a partial tie rubber layer, and can sufficiently achieve reduced tire weight and
rolling resistance due to employing a partial tie rubber layer.

Background Art

[0002] Typically, in pneumatic tires, a tie rubber layer is disposed between a carcass layer and an innerliner layer to
prevent carcass cords from digging into the innerliner layer when the unvulcanized tire is inflated during the tire manu-
facturing process. In recent years, to reduce tire weight and rolling resistance, tie rubber layers which are partial tie
rubber layers selectively disposed at left and right shoulder regions instead of across the entire region between a carcass
layer and an innerliner layer have been proposed (see JP 5239507 B and JP 5723086 B, for example). EP 1647420 A1
discloses a tire using an inner liner layer comprising a film of a thermoplastic resin with a specific air permeation coefficient.
WO 2017/022837 A1 and WO 2017/145982 A1 both disclose a tire having a partial tie rubber layer selectively disposed
on different layers of the tire.

[0003] With such a partial tie rubber layer, the used amount of the tie rubber layer can be reduced compared to
conventional tie rubber layers (full tie rubber layers) disposed across the entire region between layers the carcass layer
and the innerliner layer, and tire weight and rolling resistance can be reduced. However, partial tie rubber layers disposed
at shoulder regions each include a pair of end portions (an end portion on the tire equator side and an end portion located
outward in the tire lateral direction), and many of these end portions may be where tire components begin separating
from each other or correspond to portions that fail to bond together during manufacture. This affects the manufacturability
of the tire.

[0004] Considering the issue of the number of ends described above, instead, the used amount of the tie rubber layer
may be reduced by simply narrowing the width of a conventional full tie rubber layer. However in this case as well, the
end portions of the tie rubber layer may be where separation begins and correspond to portions that fail to bond together.
Accordingly, there is a demand for further enhancement in the prevention of vulcanization defects such as air pockets
via adjustments to the structure and/or arrangement of the tie rubber layer to achieve a reduction in the used amount
of tie rubber layer and a reduction in the tire weight as well as providing favorable air permeation preventive properties
and steering stability.

Summary of Invention
Technical Problem

[0005] An object of the present invention is to provide a pneumatic tire and a method of manufacturing the same that
can prevent vulcanization defects, which are a concern when employing a partial tie rubber layer with a shape disposed
in a limited manner at a portion between a carcass layer and an innerliner layer, and can sufficiently achieve reduced
tire weight and rolling resistance due to employing a partial tie rubber layer.

Solution to Problem

[0006] In order to achieve the object described above, a pneumatic tire according to an embodiment of the present
invention comprises:

an annular tread portion extending in a tire circumferential direction;

a pair of sidewall portions disposed on both sides of the tread portion;

a pair of bead portions disposed inward of the pair of sidewall portions in a tire radial direction;

a carcass layer mounted between the pair of bead portions;a belt layer disposed radially outward of the carcass
layer in the tread portion;

an innerliner layer disposed on a tire inner surface along the carcass layer; and

apartial tie rubber layer disposed between the carcass layer and the innerliner layer across an entire region excluding
end portions near the pair of bead portions; wherein

end surfaces of the partial tie rubber layer on both sides in a tire lateral direction are inclined surfaces that form an
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acute angle with respect to a surface of the partial tie rubber layer on the carcass layer side; and

an inclination angle of the inclined surfaces with respect to the surface of the partial tie rubber layer on the carcass
layer side is from 20° to 60°; and

the unvulcanized partial tie rubber layer is layered between the unvulcanized innerliner layer and the unvulcanized
carcass layer with the first surface orientated facing the unvulcanized carcass layer.

[0007] Also, in order to achieve the object described above, a method of manufacturing a pneumatic tire according to
an embodiment of the present invention comprises:

placing an unvulcanized partial tie rubber layer across an entire region of an unvulcanized innerliner layer or an
unvulcanised carcass layer corresponding to a region of a vulcanized pneumatic tire excluding end portions near a
pair of bead portions;

layering the unvulcanized carcass layer on the unvulcanized innerliner layer with the unvulcanized partial tie rubber
layer therebetween and forming a green tire; and

vulcanizing the green tire with a bladder pressing against an inner side of the green tire; wherein

an inclined surface that forms an acute angle with respect to a first surface of the unvulcanized partial tie rubber
layer is formed on each lateral end portion of the unvulcanized partial tie rubber layer;

an inclination angle of the inclined surface with respect to the first surface is from 20° to 60°; and

the unvulcanized partial tie rubber layer is layered between the unvulcanized innerliner layer and the unvulcanized
carcass layer with the first surface orientated facing the unvulcanized carcass layer.

Advantageous Effects of Invention

[0008] In a pneumatic tire according to an embodiment of the present invention, a partial tie rubber layer is employed
to achieve reduced tire weight and rolling resistance compared to conventional pneumatic tires including a full tie rubber
layer. In this configuration, end portions of the partial tie rubber layer are formed with an inclined surface having a specific
angle as described above. This can suppress the formation of a potential air-pocket-causing level difference or a gap
between the innerliner layer and the carcass layer and the end portion of the partial tie rubber layer when the tire
components are layered in the tire manufacturing process. Thus, vulcanization defects can be prevented.

[0009] In a method of manufacturing a pneumatic tire according to an embodiment of the present invention, end
portions of the unvulcanized partial tie rubber layer are formed with an inclined surface having a specific angle as
described above and the orientation of the partial tie rubber layer when layered is specified. This can suppress the
formation of a potential air-pocket-causing level difference or a gap between the innerliner layer and the carcass layer
and the end portion of the partial tie rubber layer when the tire components are pressed by the bladder in the tire
manufacturing process. Thus, vulcanization defects can be prevented.

[0010] In the present invention, preferably a hardness of a rubber constituting the partial tie rubber layer is from 50 to
70. Setting the hardness of the partial tie rubber layer in this manner allows the shape of the partial tie rubber layer to
be favorably maintained, which is advantageous in enhancing the air removing properties and preventing vulcanization
defects. Note that "rubber hardness" in the present invention is the hardness (JIS-A hardness) measured in accordance
with JIS K6253 using a type A durometer at a temperature of 20°C.

[0011] In the present invention, preferably a thickness of the partial tie rubber layer is from 0.1 mm to 1.0 mm. Setting
the thickness of the partial tie rubber layer in this manner allows the shape of the partial tie rubber layer to be favorably
maintained, which is advantageous in enhancing the air removing properties and preventing vulcanization defects.
[0012] Inthe presentinvention, preferably, a projection amount L1 from a perpendicular line P drawn from an outermost
end portion in the tire lateral direction of the belt layer toward the innerliner layer toward the bead portion side of the
partial tie rubber layer is 15 mm or greater. By setting the length of the partial tie rubber layer to the appropriate range
and optimizing it, it is possible to achieve a balance between reduction of tire weight and rolling resistance and prevention
of vulcanization defects to a high degree.

Brief Description of Drawings

[0013]

FIG. 1 is a meridian cross-sectional view of a pneumatic tire according to an embodiment of the present
invention.

FIG. 2 is a meridian cross-sectional view illustrating an enlarged main portion of the pneumatic tire of FIG. 1.

FIGS. 3Aand 3B  are cross-sectional views of a main portion for describing a method of measuring an inclination
angle 0.
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FIGS. 4A to 4B are schematic diagrams for describing a method of manufacturing a pneumatic tire according to an
embodiment of the present invention.

Description of Embodiments

[0014] Configurations of embodiments of the present invention are described in detail below with reference to the
accompanying drawings.

[0015] As illustrated in FIG. 1, the pneumatic tire of an embodiment of the present invention includes an annular tread
portion 1 extending in the tire circumferential direction, a pair of sidewall portions 2 disposed on both sides of the tread
portion 1, and a pair of bead portions 3 disposed inward of the sidewall portions 2 in the tire radial direction. Note that
"CL" in FIG. 1 denotes the tire equator.

[0016] A carcass layer 4 is mounted between the left-right pair of bead portions 3. The carcass layer 4 includes a
plurality of reinforcing cords extending in the tire radial direction, and is folded back around a bead core 5 disposed in
each of the bead portions 3 from a vehicle inner side to a vehicle outer side. Additionally, bead fillers 6 are disposed on
the periphery of the bead cores 5, and each bead filler 6 is enveloped by a main body portion and a folded back portion
of the carcass layer 4. Also, in the tread portion 1, a plurality of belt layers 7 (two layers in FIGS. 1 to 3) are embedded
on the outer circumferential side of the carcass layer 4. The belt layers 7 each include a plurality of reinforcing cords
that are inclined with respect to the tire circumferential direction, with the reinforcing cords of the different layers arranged
in a criss-cross manner. In these belt layers 7, the inclination angle of the reinforcing cords with respect to the tire
circumferential direction ranges from, for example, 10° to 40°. Moreover, a belt reinforcing layer 8 (in the illustrated
example, a pair of the belt reinforcing layers 8 covering end portions of the belt layer 7) are provided on the outer
circumferential side of the belt layers 7. The belt reinforcing layer 8 includes organic fiber cords oriented in the tire
circumferential direction. In the belt reinforcing layer 8, the angle of the organic fiber cords with respect to the tire
circumferential direction is set, for example, to from 0° to 5°. An innerliner layer 9 is disposed on the tire inner surface.
The innerliner layer 9 is made of a rubber composition containing a butyl rubber with air permeation preventive perform-
ance and prevents air inside the tire from permeating to the outside of the tire.

[0017] A tread rubber layer 10 is disposed on the outer circumferential side of the carcass layer 4 in the tread portion
1. A side rubber layer 20 is disposed on the outer circumferential side (outward in the tire lateral direction) of the carcass
layer 4 in each of the sidewall portions 2. A rim cushion rubber layer 30 is disposed on the outer circumferential side
(outward in the tire lateral direction) of the carcass layer 4 in each of the bead portions 3. The tread rubber layer 10 may
have a multilayer structure including two types of rubber layers (cap tread rubber layer, undertread rubber layer) with
differing physical properties layered in the tire radial direction.

[0018] A partial tie rubber layer 40 is disposed between the innerliner layer 9 and the carcass layer 4. The tie rubber
layer 40 disposed between the innerliner layer 9 and the carcass layer 4 is a layer for preventing the carcass cords from
digging into the innerliner layer 9 when the unvulcanized pneumatic tire is inflated during the tire manufacturing process.
The tie rubber layer 40 contributes to the air permeation preventive properties and steering stability on dry road surfaces
of the manufactured tire. Conventionally, a tie rubber layer (full tie rubber layer) has been disposed covering the entire
region between the carcass layer 4 and the innerliner layer 9. However, the partial tie rubber layer 40 according to an
embodiment of the present invention is disposed in a limited manner across the entire region except at the ends near
the bead portions 3. Specifically, the partial tie rubber layer 40 is disposed across the entire region except a region (end
near the bead portions 3) beyond where the distance along the tire inner surface from an intersection point A is 0.80X,
where X is a periphery length along the tire inner surface from the intersection point A to an end point B of a bead toe,
and the intersection point A is between a perpendicular line P drawn from the outermost end portion in the tire lateral
direction of the belt layer 7 toward the innerliner layer 9 and the tire inner surface.

[0019] As illustrated in enlarged detail in FIG. 2, an end surface 40a of the partial tie rubber layer 40 is an inclined
surface that forms an acute angle with respect to the surface of the partial tie rubber layer 40 on the carcass layer 4
side. An inclination angle 6 of the inclined surface of the partial tie rubber layer 40 on the carcass layer 4 side is from
20° to 60°.

[0020] Note that in the present invention, the inclination angle 6 is measured as illustrated in FIGS. 3A and 3B.
Specifically, as illustrated in FIG. 3A, in a meridian cross-section view, in the case in which the edge of the inclined
surface and the surface of the partial tie rubber layer 40 on the carcass layer 4 side and the edge of the inclined surface
and the surface of the partial tie rubber layer 40 on the innerliner layer 9 side are evident, the angle formed by the line
joining these edges and the surface of the partial tie rubber layer 40 on the carcass layer 4 side is taken as the inclination
angle 6. As illustrated in FIG. 3B, in a meridian cross-section view, in the case in which the edge of the inclined surface
and the surface of the partial tie rubber layer 40 on the carcass layer 4 side is not evident, the angle formed by an
imaginary line extending from a linearly extending portion of the inclined surface and an extension line of the surface of
the partial tie rubber layer 40 on the carcass layer 4 side is taken as the inclination angle 6.

[0021] In this manner, both end surfaces 40a of the partial tie rubber layer 40 are formed with an inclined surface
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having a specific angle. This can suppress the formation of a potential air-pocket-causing level difference or a gap
between the innerliner layer 9 and the carcass layer 4 and the end surface 40a of the partial tie rubber layer 40 when
the tire components are layered in the tire manufacturing process. Thus, vulcanization defects can be prevented. By
preventing vulcanization defects by specifying the structure of the end portions in this manner, the effect from employing
the partial tie rubber layer 40 can be retained. That is, tire weight can be reduced and rolling resistance can be reduced
compared to conventional pneumatic tires with a full tie rubber layer.

[0022] In the case in which the inclination direction of the inclined surface is reversed (the inclined surface forms an
acute angle with respect to the surface on the innerliner layer 9 side), the structure of the end portions of the partial tie
rubber layer 40 is not appropriate for sufficiently increasing the air removing properties. When the inclination angle 6 is
less than 20°, the end of the partial tie rubber layer 40 is too thin, and the tie rubber layer may be inhibited from functioning
as a tie rubber layer. When the inclination angle 8 is greater than 60°, the inclination is insufficient for sufficiently obtaining
an effect from the inclined surface. Note that the inclination angle 0 is preferably from 35° to 55°.

[0023] A pneumatic tire including the partial tie rubber layer 40 having such a shape is manufactured as follows, for
example. First, as illustrated in FIG. 4A, the unvulcanized partial tie rubber layer 40’ is placed on the unvulcanized
innerliner layer 9’ in a limited manner across the entire region corresponding to the entire region excluding the end
portions near the pair of bead portions 3 of the pneumatic tire after vulcanization. Next, as illustrated in FIG. 4B, the
unvulcanized carcass layer 4’ is layered on the unvulcanized innerliner layer 9’ with the unvulcanized partial tie rubber
layer 40’ therebetween. Then, other tire components are layered and a green tire is formed. Then, the green tire is
vulcanized with a bladder pressing against the inner side, and a pneumatic tire is produced. Here, as illustrated in the
drawings, both lateral end portions of the unvulcanized partial tie rubber layer 40’ are inclined surfaces that form an
acute angle with respect to a first surface of the unvulcanized partial tie rubber layer 40’. The inclination angle 8’ of the
inclined surface with respect to the first surface is set to a range from 20° to 60°. Additionally, as illustrated in the drawings,
when the unvulcanized partial tie rubber layer 40’ is layered on the unvulcanized innerliner layer 9’, the unvulcanized
partial tie rubber layer 40’ is layered on the innerliner layer 9’ orientated such that the first surface is on the unvulcanized
carcass layer 4’ side.

[0024] In this way, as illustrated in FIG. 4B, in a state where these tire components are simply layered on one another,
a gap is formed between the innerliner layer 9’, the carcass layer 4’, and the end of the partial tie rubber layer 40°.
However, in the vulcanization process, the bladder presses against the innerliner layer 9, which is more malleable than
the carcass layer 4’ embedded with the reinforcing cords (carcass cords), and the innerliner layer 9’ deforms to conform
to the inclined surface of the partial tie rubber layer 40°. Then, the air on the gap illustrated in FIG. 4B is pushed out,
and no gaps remain in the vulcanized tire as illustrated in FIG. 2, for example. Air is favorably removed so that air pockets
are not formed. In this way, vulcanization defects can be effectively prevented.

[0025] Note that in the example of FIGS. 4A and 4B, the unvulcanized partial tie rubber layer 40’ is placed on the
unvulcanized innerliner layer 9, and the other tire components (the unvulcanized carcass layer 4’ and the like) are
sequentially layered. In the present invention, it is sufficient that both lateral end portions of the unvulcanized partial tie
rubber layer 40’ are inclined surfaces that form an acute angle with respect to the first surface of the unvulcanized partial
tie rubber layer 40’ when the unvulcanized innerliner layer 9', the unvulcanized partial tie rubber layer 40’, and the
unvulcanized carcass layer 4’ are layered on one another. Thus, the unvulcanized partial tie rubber layer 40° may be
placed on the unvulcanized carcass layer 4'.

[0026] The unvulcanized partial tie rubber layer 40’ used in the manufacturing method described above is different
only in that the shape of the end portion is narrower in width compared to the unvulcanized tie rubber layer used in the
method of manufacturing a pneumatic tire including a conventional full tie rubber layer. Thus, the manufacturing method
described above is advantageous in that it can be employed without a major change to conventional manufacturing
equipment.

[0027] The physical properties of the rubber composition constituting the partial tie rubber layer 40 are not particularly
limited, but the rubber hardness is preferably from 50 to 70, and more preferably from 55 to 65. Setting the hardness of
the partial tie rubber layer 40 in this manner allows the shape of the partial tie rubber layer 40 to be favorably maintained,
which is advantageous in enhancing the air removing properties and preventing vulcanization defects. Here, when the
rubber hardness is less than 50, the rigidity of the partial tie rubber layer 40 is significantly low. This makes it difficult for
the partial tie rubber layer 40 to maintain its shape and air removing properties are decreased, making it difficult to
prevent vulcanization defects. When the hardness of the partial tie rubber layer 40 is greater than 70, the rigidity of the
sidewall portion 2 is too high, and thus the inherent performance of the pneumatic tire may be adversely affected.
[0028] The partial tie rubber layer 40 should have a thickness sufficient to sufficiently function as the tie rubber layer
(preventing the carcass cords from digging into the innerliner layer 9 during the tire manufacturing process), but on the
other hand, preferably, the used amount is suppressed to reduce tire weight. Also, the partial tie rubber layer 40 should
have a thickness suitable to maintaining the shape of the partial tie rubber layer 40 and allowing good air removal. Thus,
in an embodiment of the present invention, a thickness T of the partial tie rubber layer 40 is preferably set within a range
from 0.1 mm to 1.0 mm, and more preferably within a range from 0.3 mm to 0.7 mm. In this way, sufficient functioning
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as a tie rubber layer can be achieved and the effect of reducing tire weight can be sufficiently exhibited. This also helps
with vulcanization defects. Here, when the thickness T of the partial tie rubber layer 40 is less than 0.1 mm, the partial
tie rubber layer 40 is too thin, so the partial tie rubber layer 40 cannot function sufficiently as the tie rubber layer, and
the effect of preventing the carcass cords digging into the innerliner layer 9 during the tire manufacturing process is
limited. Also, this makes it difficult for the partial tie rubber layer 40 to maintain its shape and air removing properties
are decreased, making it difficult to sufficiently prevent vulcanization defects. When the thickness T of the partial tie
rubber layer 40 is greater than 1.0 mm, the partial tie rubber layer 40 is too thick and the used amount increases, so the
effect of reducing the tire weight is limited.

[0029] The partial tie rubber layer 40 of an embodiment of the present invention is provided in a limited manner across
the entire region excluding the ends near the bead portions 3 as described above. From the perspective of maintaining
air permeation preventive properties and steering stability, the partial tie rubber layer 40 preferably projects sufficiently
from the perpendicular line P described above toward the bead portion 3. That is, a projection amount L1 of the partial
tie rubber layer 40 from the perpendicular line P toward the bead portion 3 is preferably from 0.25 times to 0.80 times
the periphery length X described above, and more preferably from 0.30 times to 0.70 times the periphery length X
described above. When the projection amount L1 is less than 0.25 times the periphery length X, the partial tie rubber
layer 40 cannot cover a sufficient region, making it difficult to favorably maintain air permeation preventive properties
and steering stability. When the projection amount L1 is greater than 0.80 times the periphery length X, the protrusion
amount L1 is substantially equivalent to the full tie rubber layer, and the effect of reducing the tire weight cannot be
sufficiently obtained.

[0030] The projection amount L1 of the partial tie rubber layer 40 preferably satisfies the range described above and
is preferably 15 mm or greater. As a result of diligent research on the arrangement of the partial tie rubber layer 40 in
the case in which a partial tie rubber layer 40 is employed, the present inventors discovered that, to obtain air permeation
preventive properties and steering stability equivalent to those of a pneumatic tire including a conventional full tie rubber
layer, the partial tie rubber layer 40 preferably covers at least a specific region near the outermost end portion in the tire
lateral direction of the beltlayer 7 (the region between the perpendicular line P and a position 15 mm from the perpendicular
line P toward the bead portion 3 along the partial tie rubber layer 40). By the projection amount L1 being 15 mm or
greater as described above, this region can be definitely covered by the partial tie rubber layer 40, which is advantageous
in maintaining the air permeation preventive properties and the steering stability to a high degree. When the projection
amount L1 is less than 15 mm, the region described above cannot be covered, making it difficult to favorably maintain
air permeation preventive properties and steering stability.

[0031] In an embodiment of the present invention, the partial tie rubber layer 40 is disposed at the position described
above. Also, the position of the end portion is preferably set as follows. Specifically, the end portion of the partial tie
rubber layer 40 is preferably located further outward in the tire radial direction than the radially outer end portion of the
rim cushion rubber layer 30, and a separation distance L2 between the end portion of the partial tie rubber layer 40 and
the radially outer end portion of the rim cushion rubber layer 30 is preferably not less than 0.50 times a tire cross-sectional
height SH. Additionally, the end portion of the partial tie rubber layer 40 is preferably located further outward in the tire
radial direction than the radially outer end portion of the bead filler 6, and a separation distance L3 between the end
portion of the partial tie rubber layer 40 and the radially outer end portion of the bead filler 6 is preferably not less than
0.40 times the tire cross-sectional height SH. In this way, the positional relationship between the partial tie rubber layer
40 and the other tire components (the rim cushion rubber layer 30 and the bead filler 6) is optimized, and a moderate
distance can be maintained between the partial tie rubber layer 40 and the other rigid member tire components (the rim
cushion rubber layer 30 and the bead filler 6). This is advantageous in maintaining steering stability in particular.
[0032] Furthermore, the end portion of the partial tie rubber layer 40 is preferably located further outward in the tire
radial direction than the tire maximum width position, and a separation distance L4 between the end portion of the partial
tie rubber layer 40 and the tire maximum width position is preferably not less than 0.05 times the tire cross-sectional
height SH. By configuring the partial tie rubber layer 40 to not overlap with the tire maximum width position, the effect
of reducing the tire weight can be further improved.

Examples

[0033] Tires according to Conventional Example 1, Comparative Examples 1 to 4, and Examples 1 to 19 (24 types of
pneumatic tires) were manufactured. The tires have a tire size of 195/65R15 and have the basic structure illustrated in
FIG. 1. The tires are set for tie rubber layer structure, inclination angle 6 of inclined surface formed on end portion of
partial tie rubber layer, rubber hardness of partial tie rubber layer, rubber thickness of partial tie rubber layer, and
projection amount L1 from perpendicular line P of partial tie rubber layer as indicated in Tables 1 and 2.

[0034] Note that, for "tie rubber layer structure" in Tables 1 and 2, "full" indicates that the tie rubber layer is a full tie
rubber layer, and "partial" indicates that the tie rubber layer is a partial tie rubber layer.

[0035] These 24 types of pneumatic tires were evaluated for used amount of tie rubber, air permeation preventive



10

15

20

25

30

35

40

45

50

55

EP 3 613 612 B1

properties, and steering stability on dry road surfaces (steering stability) by the evaluation methods described below,
and the results are shown in Tables 1 and 2.

Used Amount of Tie Rubber

[0036] The amount oftie rubber used in each test tire was measured. Evaluation results are expressed as index values
with the measurement value of Conventional Example 1 being assigned the index value of 100. Smaller index values
indicate a lower used amount of tie rubber and that a reduction in tire weight can be obtained. Note that when the index
value is "80" or less, the used amount of tie rubber is sufficiently low, and an excellent tire weight reduction effect is
obtained. Conversely, when the index value is greater than "80", the used amount of tie rubber is not sufficiently low,
and the effect of reducing the tire weight is not substantially obtained. In particular, when the index value is "50" or less,
an excellent, large effect of reducing the tire weight is obtained.

Rolling Resistance

[0037] The test tires were mounted on wheels having a rim size of 15 X 6J and mounted on a drum testing machine
with a drum diameter of 1707.6 mm in accordance with ISO 28580. Rolling resistance was measured under the following
conditions: air pressure = 210 kPa, load = 4.82 kN, speed = 80 km/h. Evaluation results are expressed as index values
with the reciprocal of the measurement value of Conventional Example 1 being assigned the index value of 100. Larger
index values indicate lower rolling resistance.

Defect Rate

[0038] 100 tires of each test tire were manufactured, the inner surface of each molded or vulcanized tire was visually
inspected for the presence of an inner surface defect that occurred in the molding or vulcanization step, and the defect
rate (the proportion of the number of tires in which an inner surface defect occurred with respect to the total number of
the test tire) was measured. Evaluation results are expressed as index values with the reciprocal of the measurement
value of Conventional Example 1 being assigned the index value of 100. Larger index values indicate a lower inner
surface defect rate.
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[0039] As can be seen from Tables 1 to 2, compared to Conventional Example 1, Examples 1 to 19 have a reduced
used amount of tie rubber, reduced rolling resistance, and lower defect rate.

[0040] Looking at Comparative Example 1, the inclination angle 6 is 90° and the end portions of the partial tie rubber
layer are not inclined, thus air removing properties via an inclined surface could not be obtained and the defect rate was
worse. Looking at Comparative Example 2, the inclination angle 6 is 135° and the orientation of the partial tie rubber
layer is opposite from that of the structure according to an embodiment of the present invention, thus air removing
properties via an inclined surface could not be obtained and the defect rate was worse. Looking at Comparative Example
3, the inclination angle 6 is too small, thus the defect rate could not be sufficiently maintained. Looking at Comparative
Example 4, the inclination angle 0 is too large, thus the defect rate could not be enhanced in a manner substantially
equivalent to Comparative Example 1.

Reference Signs List
[0041]

1 Tread portion

2 Sidewall portion

3 Bead portion

4 Carcass layer

5 Bead core

6 Bead filler

7 Belt layer

8 Belt reinforcing layer

9 Innerliner layer

10 Tread rubber layer

20 Side rubber layer

30 Rim cushion rubber layer
40 Partial tie rubber layer
CL Tire equator

Claims
1. A pneumatic tire, comprising:

an annular tread portion (1) extending in a tire circumferential direction;

a pair of sidewall portions (2) disposed on both sides of the tread portion (1);

a pair of bead portions (3) disposed inward of the pair of sidewall portions (2) in a tire radial direction;

a carcass layer (4) mounted between the pair of bead portions (3);

a belt layer (7) disposed radially outward of the carcass layer (4) in the tread portion (1);

an innerliner layer (9) disposed on a tire inner surface along the carcass layer (4); and

a partial tie rubber layer (40) disposed between the carcass layer (4) and the innerliner layer (9) across an entire
region excluding end portions near the pair of bead portions (3); characterised in that end surfaces of the
partial tie rubber layer (40) on both sides in a tire lateral direction are inclined surfaces that form an acute angle
with respect to a surface of the partial tie rubber layer (40) on the carcass layer (4) side; and

an inclination angle of the inclined surfaces with respect to the surface of the partial tie rubber layer (40) on the
carcass layer (4) side is from 20° to 60°.

2. The pneumatic tire according to claim 1, wherein
a hardness, measured in accordance with JIS K6253 using a type A durometer at a temperature of 20°C, of a rubber

constituting the partial tie rubber layer (40) is from 50 to 70.

3. The pneumatic tire according to claim 1 or 2, wherein
a thickness of the partial tie rubber layer (40) is from 0.1 mm to 1.0 mm.

4. The pneumatic tire according to any one of claims 1 to 3, wherein
a projection amount (L1) from a perpendicular line (P) drawn from an outermost end portion in the tire lateral direction
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of the belt layer (7) toward the innerliner layer (9) toward the bead portion (3) side end surface (40a) of the partial
tie rubber layer (40) is 15 mm or greater.

5. A method of manufacturing a pneumatic tire, comprising:

placing an unvulcanized partial tie rubber layer (40’) across an entire region of an unvulcanized innerliner layer
(9’) or an unvulcanised carcass layer (4’) corresponding to a region of a vulcanized pneumatic tire excluding
end portions near a pair of bead portions (3);

layering the unvulcanized carcass layer (4') on the unvulcanized innerliner layer (9’) with the unvulcanized partial
tie rubber layer (40’) therebetween and forming a green tire; and

vulcanizing the green tire with a bladder pressing against an inner side of the green tire; characterised in that
an inclined surface that forms an acute angle with respect to a first surface of the unvulcanized partial tie rubber
layer (40’) is formed on each lateral end portion of the unvulcanized partial tie rubber layer (40°);

an inclination angle of the inclined surface with respect to the first surface is from 20° to 60°; and

the unvulcanized partial tie rubber layer (40’) is layered between the unvulcanized innerliner layer (9°) and the
unvulcanized carcass layer (4’) with the first surface orientated facing the unvulcanized carcass layer (4’).

Patentanspriiche
1. Luftreifen, umfassend:

einen ringférmigen Laufflachenabschnitt (1), der sich in einer Reifenumfangsrichtung erstreckt;

ein Paar Seitenwandabschnitte (2), die auf beiden Seiten des Laufflachenabschnitts (1) angeordnet sind;

ein Paar Wulstabschnitte (3), die von dem Paar Seitenwandabschnitte (2) in Reifenradialrichtung nach innen
angeordnet sind;

eine Karkassenschicht (4), die zwischen dem Paar Wulstabschnitte (3) angebracht ist;

eine Gurtelschicht (7), die von der Karkassenschicht (4) in dem Laufflachenabschnitt (1) radial nach auRen
angeordnet ist;

eine Innenseelenschicht (9), die auf einer Reifeninnenoberflache entlang der Karkassenschicht (4) angeordnet
ist; und

eine partielle Bindegummischicht (40), die zwischen der Karkassenschicht (4) und der Innenseelenschicht (9)
Uiber eine gesamte Region angeordnet ist, die Endabschnitte nahe dem Paar Wulstabschnitte (3) ausschlief3t;
dadurch gekennzeichnet, dass

Endflachen der partiellen Bindegummischicht (40) auf beiden Seiten in einer Reifenquerrichtung geneigte Ober-
flachen sind, die in Bezug auf eine Oberflache der partiellen Bindegummischicht (40) auf der Seite der Karkas-
senschicht (4) einen spitzen Winkel bilden; und

ein Neigungswinkel der geneigten Oberflachen in Bezug auf die Oberflache der partiellen Bindegummischicht
(40) auf der Seite der Karkassenschicht (4) von 20° bis 60° betragt.

2. Luftreifen gemal Anspruch 1, wobei
eine Harte, gemessen gemal JIS K6253, unter Verwendung eines Durometers vom Typ A bei einer Temperatur
von 20 °C, eines Gummis, das die partielle Bindegummischicht (40) bildet, von 50 bis 70 betragt.

3. Luftreifen gemal Anspruch 1 oder 2, wobei
eine Dicke der partiellen Bindegummischicht (40) von 0,1 mm bis 1,0 mm betragt.

4. Luftreifen gemaf einem der Anspriiche 1 bis 3, wobei ein Vorsprungsbetrag (LI) von einer senkrechten Linie (P),
die von einem aulersten Endabschnitt in der Reifenquerrichtung der Gurtelschicht (7) zu der Innenseelenschicht
(9) hin zu der seitlichen Endflache (40a) des Wulstabschnitts (3) der partiellen Bindegummischicht (40) hin gezogen
wird, 15 mm oder mehr betragt.

5. Verfahren zum Herstellen eines Luftreifens, umfassend:
Platzieren einer unvulkanisierten partiellen Bindegummischicht (40’) Uber eine gesamte Region einer unvulka-
nisierten Innenseelenschicht (9’) oder einer unvulkanisierten Karkassenschicht (4’), die einer Region eines

vulkanisierten Luftreifens entspricht, die Endabschnitte nahe einem Paar Wulstabschnitte (3) ausschlief3t;
Schichtung der unvulkanisierten Karkassenschicht (4’) auf der unvulkanisierten Innenseelenschicht (9’) mit der
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unvulkanisierten partiellen Bindegummischicht (40’) dazwischen und Bilden eines Reifenrohlings; und
Vulkanisieren des Reifenrohlings mit einem Balg, der gegen eine Innenseite des Reifenrohlings driickt; dadurch
gekennzeichnet, dass

eine geneigte Oberflache, die in Bezug auf eine erste Oberflache der unvulkanisierten partiellen Bindegummi-
schicht (40’) einen spitzen Winkel bildet, an jedem seitlichen Endabschnitt der unvulkanisierten partiellen Bin-
degummischicht (40’) gebildet wird;

ein Neigungswinkel der geneigten Oberflache in Bezug auf die erste Oberflache von 20° bis 60° betragt; und
die unvulkanisierte partielle Bindegummischicht (40’) zwischen der unvulkanisierten Innenseelenschicht (9’)
und der unvulkanisierten Karkassenschicht (4’) geschichtet ist, wobei die erste Oberflache der unvulkanisierten
Karkassenschicht (4’) zugewandt ausgerichtet ist.

Revendications

Pneumatique, comprenant :

une partie de bande de roulement annulaire (1) s’étendant dans une direction circonférentielle de pneu ;

une paire de parties de flanc (2) disposées de part et d’'autre de la partie de bande de roulement (1) ;

une paire de parties de talon (3) disposées vers l'intérieur de la paire de parties de flanc (2) dans une direction
radiale de pneu ;

une couche de carcasse (4) montée entre la paire de parties talon (3) ;

une couche de ceinture (7) disposée radialement vers I'extérieur de la couche de carcasse (4) dans la partie
de bande de roulement (1) ;

une couche de revétementinterne (9) disposée sur une surface interne de pneu le long de la couche de carcasse
(4); et

une couche de caoutchouc de liaison partielle (40) disposée entre la couche de carcasse (4) et la couche de
revétement interne (9) a travers une région entiére excluant des parties d’extrémité pres de la paire de parties
de talon (3) ; caractérisé en ce que

des surfaces d’extrémité de la couche de caoutchouc de liaison partielle (40) de chaque cbté dans une direction
latérale de pneu sont des surfaces inclinées qui forment un angle aigu par rapport a une surface de la couche
de caoutchouc de liaison partielle (40) sur le c6té de la couche de carcasse (4) ; et

un angle d’inclinaison des surfaces inclinées par rapport a la surface de la couche de caoutchouc de liaison
partielle (40) sur le c6té de la couche de carcasse (4) va de 20° a 60°.

Pneumatique selon la revendication 1, dans lequel
une dureté, mesurée conformément a JIS K6253 a l'aide d’'un duromeétre de type A a une température de 20 °C,
d’un caoutchouc constituant la couche de caoutchouc de liaison partielle (40) va de 50 a 70.

Pneumatique selon la revendication 1 ou 2, dans lequel
une épaisseur de la couche de caoutchouc de liaison partielle (40) va de 0,1 mm a 1,0 mm.

Pneumatique selon I'une quelconque des revendications 1 a 3, dans lequel une quantité de projection (L1) a partir
d’'une ligne perpendiculaire (P) tirée a partir d’'une partie d’extrémité la plus extérieure dans la direction latérale de
pneu de la couche de ceinture (7) en direction de la couche de revétement interne (9) en direction de la surface
d’extrémité latérale (40a) de la partie de talon (3) de la couche de caoutchouc de liaison partielle (40) est de 15 mm
ou plus.

Procédé de fabrication d’'un pneumatique, comprenant :

la mise en place d’'une couche de caoutchouc de liaison partielle non vulcanisée (40’) a travers une région
entiere d’'une couche de revétement interne non vulcanisée (9°) ou d’'une couche de carcasse non vulcanisée
(4’) correspondant a une région d’'un pneumatique vulcanisé excluant des parties d’extrémité prés d’'une paire
de parties de talon (3) ;

la superposition en couches de la couche de carcasse non vulcanisée (4’) sur la couche de revétement interne
non vulcanisée (9’) avec la couche de caoutchouc de liaison partielle non vulcanisée (40°) entre elles et la
formation d’'un pneu cru ; et

la vulcanisation du pneu cru avec une vessie pressant contre un cété interne du pneu cru ; caractérisé en ce que
une surface inclinée qui forme un angle aigu par rapport a une premiere surface de la couche de caoutchouc
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de liaison partielle non vulcanisée (40’) est formée sur chaque partie d’extrémité latérale de la couche de
caoutchouc de liaison partielle non vulcanisée (40’) ;

un angle d’inclinaison de la surface inclinée par rapport a la premiére surface va de 20° a 60° ; et

la couche de caoutchouc de liaison partielle non vulcanisée (40’) est déposée en couche entre la couche de
revétement interne non vulcanisée (9°) et la couche de carcasse non vulcanisée (4’) avec la premiére surface
orientée face a la couche de carcasse non vulcanisée (4).
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